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= (54) Title: ULTRASONIC WELDING STRUCTURE AND ULTRASONIC WELDING METHOD 
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(57) Abstract: An ultrasonic welding structure, wherein a heated body is heated 
and welded to a specified joined body by pressing a hom (3) against the colum- 
nar heated body formed of a resin (10) and providing high-frequency vibration 
from the hom (3) to the heated body. The joined body comprises a through hole 
(23) for inserting the heated body therein, and the through hole (23) in the joined 
body comprises a cutout part at the inner edge thereof on the opposite side of a 
resonance body. Also, the cutout part of the through hole (23) may be used as 
an accepting part (24) accepting the heated body in a molten state, or the cutout 
part of the through hole (23) may be used as a stress relieving part (25) for re- 
lieving stress produced in the joined body by the contact of the joined body with 
the inner edge of the through hole (23). 
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